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central portion thereof and the molding of a phis lens having a 
thinner peripheral portion than a central portion thereof. 



XJ . (Amended) The lens producing method according to 
Claim 1, wheVein_L. 

the gate\ is provided therein with a gate top member and an 
inner face for determining the opening configuration of the gate, 
so that the gate opening configuration is formed by a space 
between the inner face of the gate and the gate top member ; and 

the gate opening configuration is changed by changing at 
least one of a width, a gate angle, and a height of the gate top 
member [as determinant elements of the gate opening 
configuration] . \ 

4 . (Amendedn A lens producing method for molding a 
desired lens molding by solidifying a thermoplastic molten resin 
in a molding lens cavity formed in an injection molding die for 
molding a lens, the lWs molding being processed by washing with 
a cleaning fluid and aoating with a coating fluid, comprising the 
steps of [ ; 3 ± \ 

molding the lens molding by using the injection molding die 
for molding the lens provided therein with [the] plural molding 
lens cavities in the injection molding die for molding [the lens] 
a plurality of lenses , a\[gate] plurality of gates that function 
as [an] inlet [port] ports for the molten resin [flown in the 
cavity to be opened toward the cavity] flowed into the cavities, 
each gate opening into a separate one of the cavities , and a 
runner connecting [between] \ the plural cavities through the 
[gate] gates and a sprue connected to the runner; 

changing shapes of an opening configuration of the [gate] 
gates in response to the molding of a minus lens having a thicker 
peripheral portion than a central portion thereof and the molding 
of a plus lens having a thinneA peripheral portion than a central 
portion thereof; and \ 
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changing the volume of a Connection portion of the runner 
:he sprue 
the minus lens 



and the sprue to be smaller inlmolding the plus lens than molding 



5 . (Amended) The lens producing method according to 
Claim 4, 

wherein the lens molding is a spectacle lens having a 
meniscus-shape; and 

wherein [an opening area of the gate] the openings of the 
gates for molding the minus lens [is] are larger than the 
[opening area of the gate] openings of the gates for molding the 
plus lens. 

6 . (Amended) The lens producing method according to 
Claim 4, wherein [the] each gate is provided therein with a gate 
top member [, ] for determining the opening configuration of the 
gate, so that the gate opening configuration formed by a space 
between [the] an inner face of the gate and the gate top member 
and the gate opening configuration is changed by changing at 
least one of a width, a gate angle, and a height of the gate top 
member [as determinant elements of the gate opening 
configuration] . 




(Amended) An injection molding die for molding a lens 
h order to mold \lens molding made of a thermoplastic resin 
with a washing process by a cleaning fluid and a coating process 
by a coating fluid, comprising: 

[plural] a plurality\of lens molding cavities for molding a 
plurality of lens [portion] )\ 

[a gate opened toward eacla] a plurality of gates, each said 
gate opening towards a separate one of said cavities; 

a runner connecting said pluraSL cavities.,, [through said 
gate] wherein said runner is connected to said cavities through 
said gates ; and 

a sprue connected to said runner, 
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wheVein each said gate [being] is provided therein with a 
gate top Vember for determining an opening configuration of said 
gate, each\[of the plural] said gate top [members prepared for 
changing the\gate opening configuration] member being 
exchangeably p>laced in said gate, in which said gate top member 
is located and^a connection portion of said runner and said sprue 
being provided therein with a projection protruding toward the 
inside of at leasc\one of said runner and said sprue 

°\ 

(Amended) Vhe injection molding die for molding the 
lens according to Clairh ^KfT 

wherein the lens molding is a spectacle lens having a 
meni scus- shape ,• and 

wherein said prepared folural gate top members each is 
different in at least one [orl gate opening configuration 
determinant elements of [a] width, [a] gate angle and [a] height 
from one another, the gate opening configuration determinant 
elements defining the shape of sard gate opening configuration 
formed by a space between the inner\face of said gate and said 
gate top member. 

\^r. (Amended) The ^njection molding die for molding the 
lens according to Claim yf, further comprising a gate forming 
member opposing to at least one said gate top member, said gate 
forming member either having a notch portion formed on the face 
opposing to said gate top member or not, and berng exchangeable 



^ (Amended) The lens molding according to Claim -UTT 

wherein said pinch portion is formed by decreasing a diameter of 
A 

[the] a side of said runner forming portion adjacent to said 
sprue forming portion. 

^yf- (Amended) The lens molding according to Claim 
wherein said lens portion molded in the cavity is a meniscus lens 
for a spectacle lens, the lens portion having a thicker central 
portion than a peripheral portion thereof. 
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Pleaseaiid_-tfee — £ @ 1 Lcnadjag c 1 a - itno 
jv, >S^T An injection molding die assembly for molding a lens 
from thermoplastic resin, said assembly including: 

a die unit havdng a cavity in which the thermoplastic resin 
is received and in which the thermoplastic resin is molded to 
form the lens; and abate through which the thermoplastic resin 
is flowed into the cavYty, wherein said die unit has opposed 
first and second face surfaces that define a height of the gate; 

at least one insert\disposed in the cavity that defines a 
surface of the lens to be\molded; and 

a gate member releasaMy secured to said die unit against 
the first face surface in the gate, said gate member having a 
height less than the height 6f the gate so that the gate member 
and the second face surface oft said die unit collectively define 
a gate opening through which the thermoplastic resin flows into 
the cavity. 

^ .... \ '* 

J^r. The injection molding die assembly of Claim ±$ , wherein 

said die unit has a runner through which the thermoplastic resin 

is injected and the gate is located between the runner and the 

cavity. 

?rt . The injection molding die assembly of Claim wherein 
said at least one insert is releasably secured into the cavity 
and said at least one insert and said gate member are separate 
components . 

{ * , ' 

^21. The injection molding die assembly of Claim wherein 

the first face surface of said die unit is located below the 

second face surface of said die unit. 

^tl . The injection molding die assembly of Claim wherein 
said gate member is releasably attached to said die unit by a 
threaded fastener. 
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7- The injection molding die assembly of Claim 

wherein: said die unit includes a stationary die and a movable 
die that is capable of movement towards and away from said 
stationary die; and said stationary die and said movable die, 
when abutting each other, collectively define the gate and the 
cavity. 

-24. The injection molding die assembly of Claim 2^ wherein 
the first face surface of said die unit is formed by a surface of 
said stationary die and said gate member is secured to said 
stationary die. 

2*3. The injection molding die assembly of Claim 2X wherein 
said movable die includes a guide member opposite said gate 
member that is spaced from said gate member, said guide member 
defining the second face surface of said die unit and being 
releasably secured to said movable die. 



re. The injection molding die assembly of Claim ^8", 

wherein : 

the die unit cavity and said at least one insert are formed 
so that said die unit is configured to mold a spectacle lens 
having a meniscus shape; 

said gate member is formed to have a first face that is 
directed away from the cavity and a second face that is directed 
towards the cavity, said first and second faces subtending planes 
that intersect at a specific gate angle and a specific height; 
and 

said gate member is selected from one of a set of a 
plurality of gate members wherein the gate members of said set 
are formed to have different heights or gate angles from each 
other . 

Off'. The injection molding die assembly of Claim further 
including a guide member that is releasably secured to said die 
unit and is located opposite said gate member wherein said guide 



